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© A flange of a panel is inserted into an extrusion 
port of an extruding die via an insert port provided 
on a side of the extrusion port to form a molding 
space, which corresponds to a trimming member, 
between the extrusion port and the flange. A material 
for a trimming member is extruded toward the front 
of the extrusion port through the molding space, and 
the die and the combination flange are moved rela- 
tively to each other as an amount of insertion of the 
flange with respect to the extrusion port is regulated 
so that a distance between a reference position of 
the panel and the trimming member reaches a re- 
quired level. Thus, a trimming member is extrusion 
molded on an edge portion of the flange of the 
panel, and fixed thereto simultaneously and accu- 
rately in a desired outer shape . 
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[Technical Field] 

The present invention relates to a method of 
mounting a trim member on a flange of a panel, 
such as a door panel or a panel forming a wheel 
arch section, for a vehicle. 



11V. In this case, the distance from the bend to 
the edge of the flange 103' tends to vary to be 
slightly larger or smaller than a normal distance S, 
or the bending angle tends to vary to be larger or 
5 smaller than a normal angle Q. As a result, the trim 
member 111* cannot be mounted in a desired 
condition, and appearance of the mounted trim 
member 11V is impaired. 

[Disclosure of the Invention] 

In view of the above-noted problems, it is an 
object of the present invention to provide a method 
of mounting a trim member on a flange of a panel, 
in which the trim member can be mounted on the 
flange accurately with a desired outer shape. 

The method of mounting a trim member on a 
flange of a panel according to the invention com- 
prises the steps of preparing an extrusion molding 
die having a supply passage for supplying a mold- 
ing material for a trim member, an extrusion port 
communicating with the supply passage and an 
insertion slit communicating with and extending 
laterally from the extrusion port for insertion of a 
flange of a panel, inserting the flange into the 
extrusion port through the insertion slit, thereby 
defining between the extrusion port and the flange 
a molding space which corresponds to the trim 
member, extruding the molding material supplied 
through the material supply passage forwardly of 
the extrusion port through the molding space, and 
providing continuous relative movement of the 
molding die and the flange, while adjusting the 
amount of insertion of the flange into the extrusion 
port such that the distance from a reference posi- 
tion of the panel to the trim member is maintained 
at a required distance. 

Further, even in the case that the panel is a 
composite panel comprised of a plurality of panel 
sheets, the trim member is mounted on joined 
flanges of the composite panel by extrusion mold- 
ing in the same manner as described above. 

According to the above-mentioned method of 
mounting a trim member on a flange of a panel, 
the trim member is continuously extrusion molded 
along the edge of the flange and is simultaneously 
mounted on the flange. 

As a result, even with a flange having a non- 
uniform width or a distorted edge, the trim member 
can be accurately mounted on the flange with a 
desired outer shape. Thus, it is possible to obtain a 
good appearance and to prevent coming-off or 
removal which may be caused from poor mounting 
of the trim member. 

Further, in case of a composite panel, when 
flanges of each panel sheet are joined, with their, 
position shifted in a vertical direction, or when they 
are joined with the upper ends partly opened, the 



[Background of the Invention] 

Conventionally, when a panel is constructed as io 
a door panel V for a vehicle, as shown in FIG. 8, a 
first flange 3' formed on the upper edge of an inner 
panel 2* and a second flange 5' formed on the 
upper edge of an outer panel 4* are joined by spot 
welding 7\ Then, as shown in FIGS. 9(A) and 9(B), 75 
a trim member (called weatherstrip, molding or 
welt) 1 V is mounted on the edges (upper ends) of 
the joined first and second flanges 3' and 5' as the 
latter flanges 3* and 5* are inserted into an insertion 
groove formed on the trim member 1 V. 20 

Such a trim member 1V is disclosed in Japa- 
nese Laid-Open Patent Publication No. 2-68240, for 
example. 

When the first flange 3'of the inner panel 2* is 
joined to the second flange 5* of the outer panel 4 f , 25 
the Joined flanges 3* and 5 f may sometimes be 
joined with their position shifted in a vertical direc- 
tion, as shown in FIG. 8, or the joined flanges 3* 
and 5' may sometimes be joined with their upper 
ends partly opened, as shown in FIG. 10. 30 

When the first and the second flanges 3' and 5' 
are joined with their position shifted in a vertical 
direction as shown in FIG. 8, in the mounting 
position shown in FIG. 9(B) where the upper ends 
of the joined flanges 3' and 5' are inserted into the 35 
trim member 1V, a distance H* required between a 
reference position of the door panel V such as a 
center P* of a through hole 6 formed through the 
outer panel 4', and the upper edge of the trim 
member 1V is increased by the amount L' cor- 40 
responding to the above-noted shift of position. As 
a result, there arise problems that the trim member 
1V is mounted obliquely relative to the upper edge 
of the joined flanges 3* and 5'. or that the trim 
member 1V interferes with other parts assembled as 
therearound, such as a door glass. 

When the flanges 3' and 5' are joined with the 
upper ends partly opened,, as shown in FIGS. 10 
and 1 1 , it is difficult to insert the upper ends of the 
flanges 3* and 5* into the trim member 1V, and so 
additionally, the insertion groove of the trim mem- 
ber 1V remains open, thus impairing appearance 
of the mounted trim member 11\ 

In case of a panel 10V forming a wheel arch 
section for a vehicle, as shown in FIGS. 12 and 13- 55 
(A) to 13(C), a flange 103' formed by bending the 
panel 10 V along the wheel arch section is inserted 
into an insertion groove formed on a trim member 
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trim member can be accurately mounted on the 
flanges with a desired outer shape. Thus, it is 
possible to eliminate the problems that the trim 
member is mounted obliquely relative to the upper 
edge of the joined flanges, or that the trim member 
interferes with other parts assembled therearoud, 
such as a door glass. 

[Brief Description of the Drawings] 

FIG. 1 is a perspective view of a first embodi- 
ment of the invention in which a trim member is 
extrusion molded and is simultaneously moun- 
ted on the edge of joined flanges of a door 
panel; 

FIG. 2 is a front view of an extrusion molding die 
of the first embodiment; 

FIG. 3 is a perspective view in which the trim 
member is mounted on the upper ends of the 
joined flanges of the door panel of the first 
embodiment; 

FIG. 4(A) is a sectional view in which the trim 
member is mounted on the flanges joined in a 
normal condition; 

FIG. 4(B) is a sectional view in which the trim 
member is mounted on the flanges joined with 
their position shifted in a vertical direction; 
FIG. 5 is a perspective view in which the flanges 
are joined with their edges partly opened and 
the trim member is extrusion molded on such 
open edges; 

FIG. 6 is a perspective view in which a trim 
member is mounted on a flange of a wheel arch 
panel of a second embodiment; 
FIG. 7(A) is a sectional view in which the width 
of the flange of the second embodiment is shor- 
ter than a setting width and the trim member is 
mounted on the shorter part of the flange; 
FIG. 7(B) is a sectional view in which the width 
of the flange of the second embodiment is long- 
er than a setting width and the trim member is 
mounted on the longer part of the flange; 
FIG. 7(C) is a sectional view in which the flange 
of the second embodiment is bent at an angle 
smaller than a setting angle and the trim mem- 
ber is mounted on the smaller-angle part of the 
flange; 

FIG. 8 is a perspective view in which flanges of 
a conventional door panel is joined with their 
position shifted in a vertical direction; 
FIG. 9(A) is a sectional view in which the trim 
member is mounted on the flanges of the con- 
ventional door panel joined in a normal con- 
dition; 

. ' FIG. 9(B) is a- sectional view in which the trim 
member is mounted on the flanges of the con- 
ventional door panel joined with their position 
shifted in a vertical direction; 
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FIG. 10 is a perspective view in which the 
flanges of the conventional door panel are joined 
with their edges partly opened and the trim 
member is extrusion molded on such open 
5 edges; 

FIG. 11 is a sectional view of the prior art in 
which the trim member is mounted on the open 
edges of the flanges of the conventional door 
panel; 

to FIG. 12 is a perspective view in which the trim 
member is mounted on a flange of a conven- 
tional wheel arch pane! ; 

FIG. 13(A) is a sectional view in which the width 
of the flange of the conventional wheel arch 
75 panel is shorter than a setting width and the trim 
member is mounted on the shorter part of the 
flange; 

FIG. 13(B) is a sectional view in which the width 
of the flange of the conventional wheel arch 
20 panel is longer than a setting width, and the trim 
member is mounted on the longer part of the 
flange; and 

FIG. 13(C) is a sectional view in which the 
flange of the conventional wheel arch panel is 
25 bent at an angle smaller than a setting angle 
and the trim member is mounted on the smaller- 
angle part of the flange. 

[Best Modes of Embodying the Invention] 

30 

(First Embodiment) 

Now, a first embodiment of the invention will 
be described with reference to FIGS. 1 to 5. 

35 In the embodiment, a panel is constructed as a 

composite door pane! 1 for a vehicle, and as shown 
in FIG. 3, a first flange 3 formed on the upper edge 
of an inner panel 2 and a second flange 5 formed 
on the upper edge of an outer panel 4 are joined 

40 by spot welding. Then, a trim member 11 of syn- 
thetic resin, rubber or the like is extrusion molded 
on the upper ends of the joined first and second 
flanges 3 and 5 and is simultaneously mounted 
thereon in such a manner as to cover the upper 

45 ends. 

As shown in FIGS. 1 and 2, a die 21 for 
extrusion molding the trim member 11 has an 
extrusion port 22 opening in the front face thereof 
and communicating with a molding material supply 
so passage 23 which in turn communicates with an 
extruder. 

Further, the die 21 has an insertion slit 24 
communicating with the extrusion port 22 for insert- 
ing the joined flanges 3 and 5 thereinto. The inser- 
55 tion slit 24 extends from the front face to the rear 
face of the die 21 . A molding space having a cross 
section corresponding to the trim member 11 is 
defined between the joined flanges 3 and 5 in- 
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serted through the insertion slit 24 into the ex- 
trusion port 22 and the inner peripheral surface of 
the extrusion port 22. 

Further, the depth of insertion of the second 
flange 5 in the extrusion port 22 is set such that a 
distance between a reference position of the door 
panel 1. such as a center P of a through hole 6 
formed through the outer panel 4, and the upper 
edge of the trim member 11 to be mounted on the 
upper end of the second flange 5 becomes a 
required distance H. 

When the flanges 3 and 5 are inserted through 
the insertion slit 24 of the die 21 into the extrusion 
port 22. a molding material is extruded from the 
extruder through the material supply passage 23 
and is supplied into the molding space to form the 
trim member 1 1 therein. The molded trim member 
1 1 is then extruded forwardly of the extrusion port 
22. 

During extrusion molding of the trim member 
11, the die 21 and the joined flanges 3 and 5 are 
moved relative to each other at a speed equal to 
the extruding speed of the molding material, while 
the depth of insertion of the second flange 5 in the 
extrusion port 22 is adjusted such that the distance 
H from the reference position of the outer panel 4 
(the center P of the through hole 6) to the upper 
edge of the trim member 11 is maintained at a 
constant distance. Thus, the trim member 11 is 
continuously extrusion molded along the edge of 
the joined flanges 3 and 5 from one end thereof 
toward the other end and is simultaneously moun- 
ted on the edge of the joined flanges 3 and 5. 

By thus extrusion molding the trim member 11 
along the edge of the joined flanges 3 and 5 of the 
door panel 1 and simultaneously mounting the trim 
member 11 thereon, even when the joined flanges 
3 and 5 are joined with the amount L shifted in a 
vertical direction as shown in FIGS. 3, 4(A) and 4- 
(B), the distance from the reference position of the 
outer panel 4 to the upper edge of the trim mem- 
ber 11 can be maintained at the required amount 
H. As a result, the trim member 1 1 can be moun- 
ted accurately on the edge of the joined flanges 3 
and 5 and in a desired outer shape. 

Further, even when the flange 3 of the inner 
panel 2 and the flange 5 of the outer panel 4 are 
joined with the upper ends partly opened, as 
shown in FIG. 5, the trim member 11 can be 
accurately mounted with a desired outer shape 
without being influenced by such partial opening, 
since the trim member 11 is extrusion molded on 
the edge of the joined flanges 3 and 5 and is 
simultaneously mounted thereon as described 
above. 

Although the first embodiment employs the 
door panel 1 for a vehicle as the composite panel, 
the composite plate is not limited to the above. 



(Second Embodiment) 

Next, a second embodiment of the invention 
will be described with reference to FIGS. 6 and 7- 

5 (A) to 7(C). 

In the embodiment, a panel is constructed as a 
panel 101 forming a wheel arch section for a ve- 
hicle. The panel 101 has a flange 103 formed by 
press bending along the wheel arch section. 

w A trim member 111 of synthetic resin, rubber 

or the like is extrusion molded and simultaneously 
mounted on the flange 103 so as to cover the 
flange 103, in substantially the same manner as in 
the first embodiment. 

15 In the second embodiment, the bend of the 

flange 103 of the panel 101 is taken as a reference 
position. During extrusion molding of the trim mem- 
ber 111, the die and the flange 103 are moved 
relative to each other with the angle of the panel 

20 surface to the die maintained at a required angle, 
while the depth of insertion of the flange 103 in the 
extrusion port of the die is adjusted such that the 
distance from the reference position to the upper 
edge of the trim member 111 is maintained at a 

25 required distance. Thus, the trim member 111 is 
continuously extrusion molded along the flange 103 
and is simultaneously mounted thereon. 

Thus, even when the distance from the bend to 
the edge of the flange 1 03 is longer or shorter than 

30 a setting distance S, or when the angle of bend of 
the flange 103 is larger or smaller than a setting 
angle 0, the trim member 111 can be mounted on 
the flange 103 with a good appearance and in a 
desired condition. 

35 Although the second embodiment employs the 

panel 101 forming a wheel arch section for a ve- 
hicle as the panel, the plate is not limited to the 
above. 

40 Claims 

1. A method of mounting a trim member on a 
flange of a panel, comprising the steps of: 

preparing an extrusion molding die having 
45 a supply passage for supplying a molding ma- 

terial for a trim member, an extrusion port 
communicating with the supply passage and 
an insertion slit communicating with and ex- 
tending laterally from the extrusion port for 
so insertion of a flange of a panel; 

inserting the flange into the extrusion port 
through the insertion slit, thereby defining be- 
tween the extrusion port and the flange a 
molding space which corresponds to the trim 
55 member; 

extruding the molding material supplied 
through the material supply passage forwardly 
of the extrusion port through the molding 
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space; and 

providing continuous relative movement of 
the molding die and the flange, while adjusting 
the amount of insertion of the flange into the 
extrusion port such that the distance from a 5 
reference position of the panel to the trim 
member is maintained at a required distance. 

2. A method of mounting a trim member on 

joined flanges of a composite panel comprised io 
of a plurality of panel sheets, comprising the 
steps of: 

preparing an extrusion molding die having 
a supply passage for supplying a molding ma- 
terial for a trim member, an extrusion port is 
communicating with the supply passage and 
an insertion slit communicating with and ex- 
tending laterally from the extrusion port for 
insertion of joined flanges of a composite pan- 
el; 20 

inserting the joined flanges into the ex- 
trusion port through the insertion slit, thereby 
defining between the extrusion port and the 
flanges a molding space which corresponds to 
the trim member; . 25 

extruding the molding material supplied 
through the material supply passage forwardly 
of the extrusion port through the molding 
space; and 

providing continuous relative movement of 30 
the molding die and the flanges, while adjust- 
ing the amount of insertion of the flanges into 
the extrusion port such that the distance from 
a reference position of the panel to the trim 
member is maintained at a required distance. 35 
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